Time is one of the factors to assess a worker's performance in utilizing the available resources.
Introduction
Industrial competition make the company will always grow and provide the difference in the form of competitive advantage. To have a competitive advantage the company will seek to optimize their inputs consisting of machinery, labor, energy, capital, information to produce a product. One of the characteristics of a company that has a competitive advantage is a company that is able to respond to customer demand quickly. Timeliness is one factor in generating competitive advantage in addition to unique products, customer value, and financial value [1] . Company must be able to improve production activities in order to supporting the company's efforts in meeting the needs. one way that companies can do to improve productivity is through work measurement [2] . Production is related to time in every company. Company must balanced the processing time in order to ensure the smoothness of flow processing. Conversely, if the process time is not balanced, then the production process is not optimal and cause the bottle neck problem. Company engaged in the manufacture of shrimp feed is one of the processes still use human in department of packaging. But in the process the company has not set the standard time in accordance with the rules that can later be used in the calculation of standard output. Work measurement will make the job easier due to standard work elements and timings that eliminate waste and inconsistency [3] , [4] . In addition, through work measurement can also improve efficiency in the use of equipment that can support efficiency in the man machine interactions [5] . Standard time is calculated using normal time that considering allowance based on worker conditions. Normal time itself is the time required by a qualified operator to complete his work under normal conditions [6] . In performing work measurement an observer should consider the factors that affect the performance of a operator, such as control factor or noise factor [7] . The determination of this standard time is very important for production especially for production which still uses manual process (human labor) as main factor. Anything that supports the workforce should be considered including performance rating and allowance. Performance rating is an activity used to assess or evaluate the speed of an operator's work [8] . Performance rating is done by comparing the assessment with the ability of existing standards that is the standard of the worker's ability under normal conditions. While allowance is the allocation of time given to the operator for the fatigue, personal needs, and other reasons beyond the control of the operator [6] . By setting the standard time, the company can realize the target.
The purpose of this research is to calculate the standard time on 4 line packaging of shrimp feed product, to determine the allowance that can be given during work, and determine the comparative analysis of output from company with standard output calculation. This research was conducted by observing the 4 operators in each line packaging in process of filling shrimp feeding bag. The data taken in 40 replication consisting of 3 elements of work. The timing of work standard is to use direct measurement which is stopwatch time study with snap back method. Measurement performance rating using Westing House System Rating. Assuming Confidence Level of 95% and Degree of Accuracy of 5%, and normal distribution of data.
Research Methods
This study was conducted by measuring working time by sequence such as activity time measurement, uniformity test, adequacy test, determination of performance rating, allowance, standard time, and standard output. a. Measurement of activity time b. This measurement is to identify the average time of shrimp feed filling activity. This time measurement is done by using stopwatch time study with snap back method. The result will be tested for uniformity and adequacy. When not meeting the uniformity and adequacy it will be retrieval data. c. Testing Uniformity of data A set of data we can call uniform when it is within the upper control limits and lower control limits. The formula used in the calculation of data uniformity is as follows [6] . , = ̅ ± 3 (1) Explanation: ̅ : average of processing time : deviation standard of data d. Testing adequacy of Data Testing adequacy of data is done on result of a set activity time with the aim whether data collection has been sufficiently representative of the population. To perform this test use 5% accuracy and 95% confidence [9]. e. Determination of performance rating
The determination of the performance rating is to observe the activities undertaken by the operator based on the Westing 
Result and Discussion
In this section, explained about data collection, data processing, and data interpretation. The following is a description of the results and discussion related to the standard time and standard output of shrimp feed companies.
Data Collection
Prior to data collection, the equipment required for a working measurement activity with stopwatch include: 
Data Processing
In data processing we test data in uniformity and adequacy.
3.2.1
Uniformity Test at Packaging The following is a uniformity test of data for each work element's data: For example the uniforminty fof data from line 1. From the graph at figure 1 explains that the data value of each element A lies between the upper limit data control value and the lower control limit. So the data value is not the outlier (in control). With the same calculation obtained the following results at table 5 until table 8 . 
Adequate Test Packaging Data
From the test, indicates that the data is sufficient with indication the number of samples (N) = 40 is greater than the number of samples that should be taken (N ') = 13. With same calculation Table 9 show us about the result of adequate test for other line.
Allowance Values for Packaging
Operator From the table 10 and 11 shows the allowance on each worker by rounding up. The result of allowance is used in the next calculation.
Calculation of Cycle Time, Normal Time, Standard Time, Standard Output at Packaging Process
Calculating of cycle time, normal time, and standard time we considering the value of the predetermined peformance rating and allowance. Below is the example. line 1: unit/second = 0,142 unit/second = 8,492 unit/minutes ≈ 9 unit/minutes
Data Interpretation
The company in calculating the productivity of workers in the packaging only by dividing the number of production units with total working hours.
Based on the company's production data can be calculated as follows:
Line 1 : Final Output = 560 unit : 60 minutes = 9,333 unit/minutes ≈ 10 unit/minutes Line 2 : Final Output akhir = 560 unit : 60 menit = 9,333 unit/menit ≈ 10 unit/minutes Line 3 : Final Output = 490 unit : 60 minutes = 8,167 unit/minutes ≈ 9 unit/minutes Line 4 : Final Output = 560 unit : 60 menit = 9,333 unit/menit ≈ 10 unit/menit Based on Table 16 . Shows the results of calculation of productivity of the company is greater than the results of the calculation of the work measurement. This is because the company does not take into account the allowance and performance rating for workers. Allowance given to workers is different, because every worker has different needs. However, in order to keep balance between workers, 8 percent allowance can be used for all workers in every working hours. Calculations by the authors can be used as a reference or standard of the productivity of each worker. Thus, workers are expected to increase productivity over time to be able to exceed output targets. In addition, from the company at least also helps increase the productivity of these workers, for example help improve the layout of facilities for storage. So with the arrangement of the location of a good warehouse to worker in finding the place needed in storage.
Conclusions
Based on data analysis shows that the value of availability rate is 88.82%, performance rate 93.70%, and quality rate 98.20%; then the OEE values obtained 81.73%. The dominant factor of losses is high downtime due to mechanical motor breakdown that is 24% or 1160 minutes, and duration of setup time is 19.4% or 935 minutes.
Types of activities that are at the root of the problem include: no lubrication periodically, delaying clean up the dirt on the machine, heating furnace is too long at the time of machine setup, material storage (animal compost) and fuel (coal) in the open space. The solutions offered to PT.SBK as a step to increase machine performance improvements are by:
revise the machine maintenance schedule to be more frequently, improving more practical hygiene procedures and adding aids, making a special storage place closed for
